.----.-.. 
Work Order ID 85168 #851 RA* Page | 
June- 04- 42 10 23: 27 AM 
| Нет ID: 3391 -023 Ы Accept *NQnnn4n4 00” Selon Start © *NS4* ж. 
Revision ID: 
Item Name: Мій Tube Assembly Stop + М с 9 ж 
Start Date: 04/06/2012 Start Qty: 1.00: ан шы Cust Item ID: 
Required Date: 18/06/2012 Req'd Qty: 1.00 *4 * Customer: 
Reference: | | | 
шиа d 7 r T E x m Run Start * ж 
Approvals: Process Plan: dn "s -— e Date: i2 ojos Е _.... Date 00 | М R 1 
: Sto 
; ос . "ner Date; ___ SPC (Y/N): — o Ра. p *N R Jx 
f Sequence 1] ID Operation i I Set Up/ |... Tool ID Tool# Plan Accept I Reject. | Reject Insp. | 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
E . - E mesas Me. кылы heen, 2 =. Sale Tai Бер, КУЛЛЫ SERENE КНР DUNT 
‚ Draw Nbr E Revision Nbr f | & 
‚ 03391 sme J |: 
100 . à 0.00 Е Е Е I а Sasa 
*4NN* Skidtubes ` CF pe I 12. 
Skidtubes"- — — Memo 0:00 am ка сы E 
P Skidtubes Е Сш tube to finish length as рег Dwg D3391 
| #Drill pilot holes using DT8796 (Do not drill "В" holes) and drill only 1 fwd 
saddle hole on one side only as per Dwg D3391 
Open saddles and GHW holes to 00.375" exept for fwd saddle hole of detail 
"у" 
ү: 4-Remove .030" from Fwd indexing Ridge as per Dwg 03391 
#-Remove indexing ridge on Fwd & Aff end of skidtube as рег Dwg D3391 
| 6-Deburr 
| 7-Drill #30 pilot holes using wearplate Jig DT8217 Identify 00.250" holes with 
paint marker, К 
***DO NOT DRILL HOLES #3-19-20 FROM FWD END ОЕ JIG 
8-Open wearplate holes of D3391-023 assembly detail section G-G to 00.250" 
`` (10 holes) as per Dwg D3391 
ў .” 9-Ореп wearplate holes of D3391-023 assembly detail section H-H to 
А 00297" (20 holes) as per Dwg D3391 
- ***DO МОТ OPEN 2 MOST FWD WEARPLATE HOLES*** 
Se. А 


ж 


Dart — ss Ltd 


WORK ORDER CHANGES 


Approval 
DATE | STEP PROCEDURE CHANGE | ву | ош | aw repre v 
Prod Mgr nspéetor |, 


Part No: PAR i: Fault Category: __ NCR: Yes No ФОА: Date: 


Resolution: Disposition: ` QA: NIC Closed: í Date: 
WORK ORDER NON-CONFORMANCE (NCR) | | 


Corrective Action Section B Verification | Approval | Approval 


Section A I iti i | cripti i Section C Chief Eng | QC Inspector 


DATE | STEP Description of NC 


NOTE: Date & initial all entries ` 


H:\fFORMS\Quality Assurance\approved QANCRWO RevE 


Work Order ID 85168 


Јипе-04-12 10:23:23 АМ 


*85168* 


Item ID: ` D3391-023 Accept *NOOnAn1 ОЙ Setup Start ж * 
Revision ID: a Е М 5 1 
Пет Мате: Mid Tube Assembly 1 Бор ж М с 2 Ж 
a 
Start Date: 04/06/2012 Start Qty: 1.00 41% Cust Item ID: 
Required Date: 18/06/2012 Req'd Qty: 1.00 *4 * Customer: 
Reference: ._ 
or te aie oS =e ад ü 2 m ынаны C ы и Run Start x * 
Approvals: Process Plan: ° č Date Tooling: _ Date: N R 1 
Stop 
С: Date: SPC (Y/N): . Date: ж ж 
осу. АЙ ам ы = NR? 
Sequence ID/ | Operation š mE Set Up/ | . тоор Tool# Plan Accept Reject Reject Insp. 
Work Center ID ` Description Run Hours Code t t Number Stam 
р y y р 
10-Ореп .375" holes to .438" ***do not open fwd saddle holes*** 
а 11-Locate D3391-021 in D3391-023 at 9.00" (see view 2-2) ж 
12- Transfer drill one fwd saddle hole only to .188" dia, transfer drill all 
remaining fwd saddle holes using DT 8149 locating from previusly drill .188" с 
ы dia hole, using t-pins and clicos to ensure perfect allingment, open up previusly ) 
tranfer drilled pilot holes in D3391-023/-021 to 0.438" dia. in D3391-021 р А " 
13- Using DT8217, locating from two previusly drilled holes, drill remaining 
wearplate holes into D3391-021. 
14- Locating from two fwd wearplate holes in D3391-023 drill remaining 6 
wearplte holes in D3391-021 using DT8937 
15- Open 12 wearplate holes in D3391-021 to 0.297" dia. 
16-Deburr and blow out all chips from inside tube, scribe batch # in D3391-023 
at aft end. 
110 р QC5- Inspect part completeness to step on W/O 0.00 QASN 
*440* 16 ' lodes _ 
Qc Memo 0.00 ‚9-6 
Quality Control 


Dart ГЕ Ltd AP 


Approval | approval 
Chief Eng / 
Prod Mar QC Inspector 


WORK ORDER CHANGES 


Part No: PAR #: Fault Category: NCR: Yes No ООА: Date: 
Resolution: Disposition: ` . QA: N/C Closed: Date: 
мс: | WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 
Description of NC Verification Approval | Approvai 
Ба Section А Initial Action Description Eg & Chief Eng QC Inspector 
Chief Eng Chief Eng Eg 


n 
ЕЕ | 


“NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


СВЕ ы Ж А У 225 Чет ete 
НЕ š 


Work Order ID 85168 
И. 


Item ID: D3391-023 


*85168* 


Accept ж ж 
КЕ №900040100* з $“ «мс 
Revision ID: 
Item Name: Mid Tube Assembly Stop Ж М с 2 ж 
Start Date: 04/06/2012 Start Qty: 1.00 ч ka Cust Item ID: 
Required Date: 18/06/2012 Req'd Qty: 1.00 *4 * Customer: | 
Reference: | 
а 7 n EN ын ыны a RET Run Start « ж | 
Approvals: Process Plan: _ Date Tooling: m" Date N R 1 
Stop 
А | š * ж 
QC 5. а Date SPC (Y/N): =. Date N R 2 
Sequence ID/ Operation I Set Up/ 2 Tool ID Tool# Plan — Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
120 Chemical Conversion Coat рег QSI005 4.1 0.00 š: 
*120* / M 288 
HandFinish Memo 0.00 i 
Hand Finishing | 
130 QC7-Inspect Chemical Conversion Coat 0.00 : 
ЖЕТЕ NEM fos / 
QC Memo 9.00 —— ü eos, a 
Quality Control | 


Dart Wy Ltd | Aou 
WORK ORDER CHANGES | 


Approval 
DATE | STEP PROCEDURE CHANGE DIESE cores, | Approval 
Prod Mar nspector 


Part No: PAR #: Fault байёдору: | NCR: Yes № DQA: Date: 
Resolution: Disposition: ` | | QA: М/С Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B Е fication T 


ү ee of NC = 
Еа өтер ү ee A Initial Action Description Sign & Е С Chief T QC Ed 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QANCRWO RevE 


>ш». 


Work Order ID 
June-04- 12 10:23:23 AM 


Item ID: D3391 023 


$5168 


851 бах 


еи 


Start 


ж * 
№9000401 an чир 
Revision ID: 
Item Name: Mid Tube Assembly Stop Ж N с 2 х 
Start Date: 04/06/2012 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 18/06/2012 Req'd Qty: 1.00 * 4 * Customer: 
Reference: 
i = ne алын асына Run Start x< ж 
Approvals: Process Plan: Date .... Tooling: 2 |  J . Date EN N R 1 
Stop 
: š * * 
ОС: | Date m SPC (Y/N) m Date Ж N R y, 
Sequence ID/ Operation i © Set Up/ I  ToollD Tool# Plan Accept I Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
140 0.00 
ж 4 A n* Skidtubes 
Skidtubes Meno 0.00 ids а 
Skidtubes 1-Ореп float bag holes as рег dwg xc < 
2-C'sink float bag holes as per dwg Pt /2 J: 5/48 
3- Prepare tube for welding 
4-Bond web in place as per Dwg 03391 & QSI 015. 
Adhere for 12 hours) | 15 y - 7 
AYR Sikaflex exp: - 3-) 
batch#: al 
NOTE:ENSURE WEB IS INSERTED IN AFT END OF TUBE 
150 QC5- Inspect part completeness to step on W/O 0.00 ! oS 4 
| t ; 
*1RN* d @ Д “әз” 
QC Memo 0.00 


Quality Control 


Dart Ltd 


WORK ORDER CHANGES 


Approval | Approval 
Chief Eng / 
Prod Mar QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes Мо Род: Date: 
Resolution: Disposition: ` QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B Ver И E 


BL uA of NC E 
Ез BL uA A Action Description mg & И C | сы E ос E 
Chief Eng Chief Eng mg 


NOTE: Date & initial all entries 


HMFORMS'Quality Assurance\approved QA\NCRWO RevE 


t 


Work Order ID 85168 хо Б 
Јипе-04-12 10:23:23 АМ _ 


188* 


emis Dore | I 5№900040400* se s *NS4* 


Revision ID: 
Item Name: Mid Tube Assembly 


Start Date: 04/06/2012 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 18/06/2012 Req'd Qty: 1.00 * 4 * Customer: 
Reference: 
77 - 277 Run Start x+ ж 
Approvals: Process Plan: _ Date: Т Tooling: Date: | mE N R 1 
Sto 

qc: ЕЕ Рае: . SPC (Ү/М): _ Date: 00 P ж N R 2% 
Sequence ID/ Operation Е ЕЕ Set Up/ mE Tool ID Тоо!# Plan | ` Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
160 0.00 
ж 4 R n* Skidtubes 
Skidtubes Memo 0.00 mmu T 7 
Skidtubes 1-Weld crossbolt spacer as per dwg D3391 & QSI 004 nh /7/22.39 2 OL y 

2-grind weld flush SZ 5-97-29 = 0 dd 
һе 
1170 QC10- Inspect visual рег 051004- ground welds 0.00 46 qala 
*470* $e 
QC Memo 0.00 
Quality Control 
180 QC5- Inspect part completeness to step on W/O 0.00 e | aA 
1 
Ñ 

*180* 9-7: _ 
QC Memo 0.00 
Quality Control 


Dart Aerospace Ltd 
WORK ORDER CHANGES 


| Approval | Approval 
DATE | STEP PROCEDURE CHANGE Chief Eng / oon 
i Prod Mar inspector 


Part No: PAR #: Fault Category: NCR: Yes No ООА: Date: 


Resolution: Disposition: : QA: NIC Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


— Ее 26090 : соп x - Verification | Approval | Approval 
Initial Action Description Sign & Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS Quality Assurance\approved QA\NCRWO RevE 


Work Order ID 85168 ОЕ 1 бо* Page 6 
June-04-12 10:23:23 AM E 
Item ID: D3391-023 Accept *N 900040 1 Q0* Setup Start * N с 1 * 
Revision ID: š ы 
Пет Name: Mid Tube Assembly Stop * N Q 2* 
Start Date: 04/06/2012 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 18/06/2012 Req'd Qty: 1.00 *4 * Customer: 
Reference: 

| | ее 7 7 = = Run Start % ж 

| Approvals: Process Plan: Date : Tooling: REN Date: . |. | . N R 1 

Sto 
Qc: | т Рае SPC (Y/N): Date: 00 r *N R 2% 
Sequence ID _ ` Operation | Set Up/ _ ToolID Tool# Plan Accept Е Reject Reject Insp. i 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
185 Pressure Wash per QSI005 4.3 0.00 
*1RR* | Zé 95S 
HandFinish Memo 0.00 
Hand Finishing AND REALODINE AS PER PAR09-043 
190 White Gloss(Ref:4.3.5.1) рег 051005 4.3-Alum 0.00 | ж” | 
*10n* X VA | | 
Powdercoat Memo 2 27 0.00 — "CU | 7 108 as 
Powder Coating START TIME: ere) | 
| OVEN TEMPERATURE: 3 A 9) 
A\ % + FINISH TIME: 
WAN xU 
200 QC3- Inspect Part Finish 0.00 | 
6 

*onn* ue d А ndol z3 
QC Memo 0.00 
Quality Control 


| Со И 
Dart Aerospace Ltd 


WORK ORDER CHANGES 


W/O 
I Approval ' 

ОАТЕ |$ТЕР PROCEDURE CHANGE ЕЕ Chief Eng/ Approval 
Prod Mgr nspector 


x Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: ` QA: М/С Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Sete Corrective Action Section B RE 
Description of NC — : — - Verification | Approval | Approval 
DATE | STEP Section A Initial Action Description Sign & Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMSQuality Assurance\approved QA\NCRWO RevE 


Ú 


June-04-12 10:23:23 AM 


Item ID: ' D3391-023 


Revision ID: 


*85168* 


Цет Мате: Mid Tube Assembly 


Accept Е ж NQ n n 40 пк 


Start Date: 04/06/2012 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 18/06/2012 Req'd Qty: 1.00 * 1 * Customer: 
Reference: 
Approvals: Process Plan: _ Date: 0 Tooling: | _ Date: ` 
QC: _ __ Date: SPC(Y/N): EN Date: _ 
Sequence ID/ | Operation Е m © Set Up/ |.  — Tool ID 
Work Center ID Description Run Hours 
210 0.00 
*9 4 n* Skidtubes 
Skidtubes Memo 0.00 
Skidtubes 1- insert D3391-021 into D3391-23 
7 2- insert T-pins into first and third fwd saddle holes 
Z 3- ON FIRST SIDE ONLY drill out 2nd and forth fwd saddles holes to 0.500" as 
per DSI 9364 
/ 4- remove T-pins and locate DT9415 from first and third crossbolt hole using T- 
pins and clekos 
co 
5- ON 2ND SIDE ONLY ream out 2nd and forth saddle hole to 0.499". Remove 
DT9415 
С А А 
6- дери, re-alodine and blow out chips 
ес 7- press fit D3591-1 spacers using DT9416 starting from 0.500" side 
220 ОС5- Inspect part completeness to step on W/O 0.00 AS | le, 
*220* Se che 
QC Memo 000 ATE 


Quality Control 


Saup Sat ЗЕЯ 
э» *NS2* 


Run Start *NR1* 
7 *NR2* 


Accept i Reject Reject Insp. 
Qty Qty Number Stamp 


\ х d E alogUz3 


Dart Aerospace Ltd 
WORK ORDER CHANGES 


| | 
Approval A 

pproval 

DATE | STEP PROCEDURE CHANGE | Qty ene eva (GG Inspector 


Part No: PAR #: Fault Category: NCR: Yes Мо ООА: Date: 


Resolution: Disposition: : QA: N/C Closed: Date: 


Correctve paren == Б - Verification | Approval | Approval 
Action Description Sign & Section C Chief Eng | QC Inspector 
| Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS'Quality Assurance\approved СА\МСАМ/О RevE 


5 


Уипе-04-12 10:23:23 АМ 


Item ID: 


Work Order ID 85168 


D339 1-023 


*R51RA* 


Accept * * 
ү №900040100* sw se ярус» 
Revision ID: 
Item Name: Mid Tube Assembly Stop Ж N с Or 
Start Date: 04/06/2012 Start Qty: 1.00 А Cust Item ID: 
Required Date: 18/06/2012 Req'd Qty: 1.00 *4 * Customer: 
Reference: ; 
TAE i T 3 7 Run Start 4 ж 
Approvals: Process Plan: Date Tooling: _ Date: ____ m N R 1 
Sto $ 
QC: X Date: SPC (Y/N): ooo Date: — P ox N R 2% 
Sequence ID/ i Operation i Set Up/ ToollD Тооі# Plan ` Accept | Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
230 f 0.00 
ҡә ә n* HandFinishing г j | Й 
HandFinish Memo 0.00 te —{—-— „2 МЕН! e 
Hand Finishing „за! Inserts as per Dwg 
240 ОС5- Inspect part completeness to step on W/O 0 00 9 ` ( 
| | 
хә ANF EE. 1 © 1 b EN E 
Se Memo 0.00 
Quality Control 
250 Identify as рег dwg & Stock Location:( 4 2 lo 0.00 БЫ(С- qd (- od A В eu O 4 ë 
*9RN* V а W {оеш 
Packaging Memo 0.00 I Ë 
Packaging 


Dart Aerospace Ltd 
W/O: 


WORK ORDER CHANGES 


Approval 
| Dare | | STEP | PROCEDURECHANGE | CHANGE PIE: Eng/ T 
Prod Mar nspector 


Part No: PAR f: Fault Category: NCR: Yes № ООА: Date: 


Resolution: Disposition: : QA: N/C Closed: Date: 


ram WORK ORDER NON-CONFORMANCE (NCR) 
Corrective Action Section B 


ШЕ 228 of NC ОШ er mm 
Еа ШЕ 228 А Initial Action Description Sign & ОШ С Chief Qc | 
Chiet Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:\FFORMS\Quality Assurance\approved QANCRWO RevE 


Work Order ID 85168 


June-04-12 10:23:23 AM 


*R^1RAR* 


Item ID: — ` D3391-023 * * Setup Start Ж * 
Revision ID: NOOQO00401 00 М1 
Нет Мате: Mid Tube Assembly k oe М S 27 
Start Date: 04/06/2012 Start Qty: 1.00 ЖДЖ Cust Item ID: 
Required Date: 18/06/2012 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
А ЕО а қсы = т Run Start ж * 
Approvals: Process Plan: Date Tooling: PONES Date N R 1 
Sto 

ОС: _ Рае SPC (Y/N): E Date HE P x N R 2 ж 
Sequence Ш/ ` Орегайоп ЕС” Up ‘Tool ID Тооі# Plan Accept Reject š Reject Insp. | 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
260 ОС21- Final Inspection - Work Order Release 0.00 
"2Rn* Ze 
Qc Memo 0.00 


Quality Control 


MME Й -оғ2 7 


Dart e Ltd 
WORK ORDER CHANGES 


DATE | STEP PROCEDURE CHANGE 


Part No: PAR #: Fault Category: NCR: Yes № ООА: 


Resolution: Disposition: ` QA: N/C Closed: 


Corrective РИ. 60006 В 


NOTE: Date & initial all entries 


HMFORMSQuality Assurance\approved QA\NCRWO RevE 


4 


Approval | approval 
9 QC inspector 


Picklist Print 
June-04-12 10:23:27 AM 


Work Order ID: 85168 
Parent Item: D3391-023 


Parent Item Name: Mid Tube Assembly 


*85168* | 
*D3391-023* 


Comments: IPP A05.10.20New Issue KJ/EC 
ІРР B06.02.10ECN773 dwg rev.D EC 
IPPC 07.03.20 rev F dwg EC 
IPPD 07.03.28  re-format EC 
IPPE 07.10.31 есп 1053P EC 


ІРР Rev:F ЕСМ 1056 07-11-13 


DD verified by: EC 


IPP Rev:G 08-09-08 new process (ecn 08-510) DD verified by:EC 
ІРР Rev:H 08-09-10 revH as per dwg DD verified by:EC 
IPP Кеу:1 08-11-13 Removed steps per w/o, ОС KJ verified by: ec 


Start Date: 04/06/2012 
Start Qty: 1.00 


IPP 
Кеу:Ј add in seq 140 expire date &b# sikaflex DD 10.02.17 verified by:EC 


Required Date: 18/06/2012 
Required Qty: 1.00 


Component Item ID/ 


Qty on Qty per Kit Total 


Replacement Mfg/ Bin Primary Last Route Unit of 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand Qty 
D2500-1-100 Manufactured No 100 Each 82.0000 1 1 
* * kk 
D2500-1-100 | ағын 
Skidtube Extrusion 
Location Loc Qty Loc Code 
HALL 82 
50251 9 
823737 73 
D3391-021 Manufactured No 100 Each 0.0000 1 1 
ж ж kk 
N3391-091 5-35 
Fwd Tube Assembly = 
D3389-1 Manufactured No 140 Each 10.0000 1 1 
* * kk 
DD3389-1 mé 
web DN 
Location Loc Ot Loc Code 
LG 10 
83848 4 
83849 6 


Qty Date Status 
Issued 


МНИХ REEL m num MEM 


Dart Aerospace Ltd 


Approval 
Chief Eng / 


Part No: PAR f: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: : QA: N/C Closed: Date: 


ae Corrective Action Section B sgt nat 
Description of NC — - — - Verification | Approval | Approval 
Chief Eng Chief Eng Date 


] 
: 
| 


NOTE: Date & initial all entries 


HMFORMSQuality Assurance\approved QA\NCRWO RevE 


"E 


Picklist Print 
June-04-12 10:23:27 AM 

| Work Order ID: 85168 | хаб 1 68* | 
Parent Item: D3391-023 412290 1 -023* > 


Parent Item Name: Mid Tube Assembly Start Date: 04/06/2012 Required Date: 18/06/2012 
Start Qty: 1.00 Required Qty: 1.00 
D3681-1 Manufactured No 160 Each 87.0000 5 5 
* * хх 
D3681-1 un 
Spacer 
Location Loc Oty Loc Code 
LG 77 
80361 1 
84053 76 
LG001 10 
68958 2 
69893 2 
71845 2 
74874 1 
76004 1 
77501 2 
D3591-1 Manufactured No 210 Each 96.0000 2 2 
* * хх | 
D3591-1 MU lasla — 
Bushing 
Location Loc Qt Loc Code 
FP 5 
80377 4 
82027 1 
57055 91 
57350 1 
83237 90 MEE NEN 


Shop Packet Print О Раре 2 


June-04-12 10:23:27 AM 


Dart Aerospace Ltd i 
WORK ORDER CHANGES 


Approval 


DATE | STEP PROCEDURE CHANGE Chief Eng / 


Prod Mgr 


Part No: | PAR #: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: ` QA: М/С Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 


Au of NC ү E Bo 
Ба БЯ Au Ш А Initial Action Description Sign & ү C Chief E QC Bo 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMSQuality Assurance\approved QANCRWO RevE 


Picklist Print ae 
June-04-12 10:23:27 AM 


Work Order ID: 85168 


 *Rh1RR* | 
Parent Item: D3391-023 *l3394.022* 24 
2 


Parent Item Name: Mid Tube Assembly Start Date: 04/06/2012 Required Date: 18/06/201 
Start Qty: 1.00 Required Qty: 1.00 
ALS4-1032-130 Purchased No 230 Each 2,457.000 20 20 
“ДІ 54-1032-130* ТЕСЕТІН м 
Insert 
Location Loc Qty Loc Code 
ST280 205 
119084 пе №1244 X16 
120671 89 
ST281 74 
120807 36 
120837 38 
ST282 2178 
121269 2178 


Јипе-04-12 10:23:27 AM _ Shop Packet Print | Расе 3 


Dart Aerospace Ltd 


Approval | Approval 
9 QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: : QA: N/C Closed: Date: 


Corrective Action Section B 


NOTE: Date & initial all entries 


HMFORMSWQuality Assurance\approved QANCRW O RevE 


FWD TUBE ASSEMBLY 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 


WEARSHOES 
D3391-011 


TRANSFER DRILL THRU 
03391-011 OPEN TO 


MS27039C4-12 SCREW 
D3672-3 WASHER 

AN960C416L WASHER 
4PL 


03391-01413 
MID TUBE ASSEMBLY 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 


03391-015 
WEARSHOES 


AFT TUBE ASSEMBLY 


TRANSFER DRILL THRU 
D3391-011 OPEN TO 20.499 
AND INSTALL D3591-1 BUSHING 


4095-051 
WEARSHOE 20.50 SM. 4095-047 
REF 4p, С> WEARPAD 
A 7 A TC 5 „з REF 
AN3C4A BOLT (1) — A 
с АМ960С101. WASHER (1) р с 
SRE D4095-041 ! АРА 
WEARSHOE — D4095-045 AN3C4A BOLT (1) paced КЕҢЕЙ ВЕЕ 
WEARSHOE AN960C10L WASHER (1) — AN960C10L WASHER ы” L WAS 
аг е AN3C7A BOLT 
A AN960C10L WASHER 
AN 4 PL 
SHOP COPY ` 03391-041 ASSEMBLY REMOVE GASKETS AND REPLACE ALL WEARSHOES; 
N TC PARTS LIST UPDATE, ZN A8-1, ZN A8-2, ZN А6-4, 
RETURN TG ZN B6-8; LPS-3 COATING REMOVED FROM NOTE 2, ° 
Mus ' | ZN АЗА. ZN A32, REMOVED INSERT AELS-1032-130, | ХОР | 11.10.13 
ENGINEERING ZN В6-4, B2-4, С7-8, C3-8; REMOVED HOLES, ZN 06-4 
1 ED aM па ZN 02-4, ZN 07-8, ZN 03-8 
UNCONTROLLED EO: ЕА SE DRAWING UPDATED TO CURRENT STANDARDS. 
D3391-041 FLOAT SKIDTUBE ASSEMBLY PARTS LIST 3 MENDMUNT E L SHT 1 PL ADDED 03591-1 BUSHING. ZN C6 00.438 DIM 
B ; SUBJECT ТО AMENDME gi -ti- 04 н | WAS 4 PL. ADDED 20.499 DIM AND 03591-1 BUSHING. ads] ieod 
f "Y TICE 3 “lr Б SHT 2 PL ADDED 03591-1 BUSHING. ZN C6 20.438 DIM ers 
| ae zi PARTNUMBER | DESCRIPTION ] WITHOUT NO : п i J 4 WAS 4 PL. ADDED 20.499 DIM AND D3591-1 BUSHING. 
= : — [53351041 FLOAT SKIDTUBE ASSEMBLY WORK ORDER — всо#{-661. {РОВ FURTHER INFO ЗЕЕ 0319364 & NCR 08-074) 
Қ ( Ç % Me ә REPLACE NAS INSERTS W AELS INSERTS 
| 1 03391-011 FWD TUBE ASSEMBLY no.8S.) NM Te o G SWITCH TO D3670-XXXX SPACERS FOR INSTALLING DC 07.07.31 
[3 D3391-013 MID TUBE ASSEMBLY Iw) | © © L FLOAT BAGS, DWG REORGANIZED FOR CLARITY 
Г 03391-045 AFT TUBE ASSEMBLY GENERAL NOTES ADD SS WEARSHOE, GASKET H | 07.01.18 
L ] F | REMOVE FWD SADDLE HOLE -011/-024 P 4. 
i 2 [035911 BUSHING ‘| 1). FINISH: CHEMICAL CONVERSION COAT PER DART QS! 005 4.1 E | CHANGE TOLERANCE, EASE MANUFACTURE PH | 960425 | 
— [8923 WEAKER и. VAN D | UPDATE TOLERANCE. CHANGE HOLE SIZE PH | 06.01.23 [ 
1 D4095-04 t WEARSHOE 2) COAT ALL EXPOSED FASTENERS WITH LPS LABORATORIES "LPS PROCYON" |: = | wae 
L—1 04095-43 WEARSHOE AFTER FINAL ASSEMBLY, CLEAN EXCESS OFF POWDER COATING WITH MEK DEGREASER. C | LENGTHEN AFT EXTENSION РН if) 05.0927 
m CEEE NEARSHOE 3) TOLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED в | DRAWING UPDATES | РН | 050610 
= 1 —T 5465545 МЕА а AD 4) UNITS: INCHES UNLESS OTHERWISE NOTED A | NEWISSUE BH. [705102 07 
5) USE DART DRILL TEMPLATE DT8217 TO LOCATE AND DRILL 20.297 SIZE HOLES REV. DESCRIPTION BY DATE 
/N 1104904 WEARSHOE FOR WEARSHOE INSERTS. C'BORE AS NOTED AND INSTALL INSERTS EXCEPT 
| РН 
Г 10 ТГАМЗСЄА BOLT . 8) FIT D4095-041 TO SKIDTUBE WITH D2571 AND D2572 SADDLES INSTALLED WITH Говлим ^ | xor | : 
12754 BOLT APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND [CHECKED | — j| — |DRAWINGNO. REV. | 
38 [ANS60C10L WASHER TRANSFER DRILL @0.50 HOLES FROM SADDLE ТО 04095-041 MFG.APPR. | S 03391 SHEET 1 OF 8 
4 ”|М527039С412 | SCREW 7) FIT D4095-043 TO SKIDTUBE WITH D2571 AND D2572 SADDLES INSTALLED WITH APPROVED L7 
4 AN960C416L WASHER zj THE APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND ; 


TRANSFER DRILL 20.50 HOLES FROM SADDLE ТО D4095-043 


04095-043 
WEARSHOE 


COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 
THIS COCUMENT IS PRIVATE ANO CONFIDENTIAL AND IS SUPPLIED ON THE EXPRESS, 
НОТ TO ВЕ USEO FOR ANY PURPOSE OR COPED 


Dart Aerospace Ltd | 
| 


10: ; 
| гома! 
DATE STEP pad Eng/ 


79 
9 

А 
= 
9 

о 
> 
2 
ЗЕ 


Fault Category: NCR: Yes № ООА: Date: 
Resolution: Disposition: QA: М/С Closed: Date: 


Corrective Action Section B 


NOTE: Date & initial all entries 


HMFORMS'Quality Assurance\approved QANCRWO RevE 


03391-021 
FWD TUBE ASSEMBLY 


D4095-051 
WEARSHOE 
REF 


AN3C4A BOLT 
AN960C10L WASHER 
4PL 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 


WEARSHOES 


TRANSFER DRILL THRU D3391-023 
D3391-021 OPEN TO 


20.438.000 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 
WEARSHOES 


MID TUBE ASSEMBLY 


20.50 75 
20.50 ms АРЫ — 
4 PL 
AA, | А A dá 
\_.04095-041 : 

WEARSHOE 
s АМЗСВА BOLT 
D4095-045 AN3C4A BOLT AN960C10L WASHER 

WEARSHOE ANS60C10L WASHER 6PL AN3C7A BOLT 
20PL 


ÁN 


TRANSFER DRILL THRU 
D3391-021 OPEN TO 20.499 
AND INSTALL D3591-1 BUSHING 


4PL 


D3391-043 ASSEMBLY 


D3391-043 FLOAT SKIDTUBE ASSEMBLY PARTS LIST 
EE QU EMBL VT PARTS LIST. 


QTY | PART NUMBER | DESCRIPTION 
-043 | - 
x | 3391-043 FLOAT SKIOTUBE ASSEMBLY | 
| 1 
7 | 03391-021 | РМО TUBE ASSEMBLY 
1 | D3391-023 MID TUBE ASSEMBLY 


| 
! 03591-1 


1 | 03391-025 АЕТ TUBE ASSEMBLY 


2 [BUSHING 
1 |04095-041 WEARSHOE 1 
1 ! D4095-043 WEARSHOE | 
1” 104095045 WEARSHOE | 
1 04095-047 WEARPAD | 
1 D4095-049 _[ WEARPAD | 
ІСІ 04095-051 | WEARSHOE 
| H 
| АМЗСАА | BOLT 
_ANSCEA BOLT 
4 — | AN3C7A 


38 | ANSGDC1OL 


GENERAL NOTES 


1) 


2) 


FINISH: CHEMICAL CONVERSION COAT PER DART 051 005 4.1 

POWDER COAT WHITE (4.3.5.1) PER DART QSI 005 4.3 ЛА 
COAT ALL EXPOSED FASTENERS WITH LPS LABORATORIES "LPS PROCYON" 
AFTER FINAL ASSEMBLY, CLEAN EXCESS OFF POWDER COATING WITH MEK DEGREASER. 
TOLERANCES: PER DART QSI 018 UNLESS. OTHERWISE NOTED 
UNITS: INCHES UNLESS OTHERWISE NOTED 
USE DART DRILL TEMPLATE 078217 TO LOCATE AND DRILL 20.297 SIZE HOLES 
FOR WEARSHOE INSERTS. C'BORE AS NOTED AND INSTALL INSERTS EXCEPT 
WHERE INDICATED. 
FIT 04095-041 TO SKIDTUBE WITH 02571 AND D2572 SADDLES INSTALLED WITH 
APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND 
TRANSFER DRILL 20.50 HOLES FROM SADDLE TO 04095-041 


“~~ 04095-043 


AN3C6A BOLT . 
АМ960С101. WASHER 


AN960C10L WASHER 


DART AEROSPACE USA, INC 


KENT, WA 


(o9 
gs 


AFT TUBE ASSEMBLY 


e==___ D4095-047 


WEARPAD 
REF 


AN 


FIT D4095-043 TO SKIDTUBE WITH D2571 AND D2572 SADDLES INSTALLED WITH 
THE APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND 
TRANSFER DRILL 20.50 HOLES FROM SADDLE TO D4095-043 


DRAWN 
CHECKED 


REV. 
SHEET2 OF 8 


MFG. APPR. 
APPROVED 
DE APPR. 412 FLOAT SKIDTUBE 


SCALE 
NTS 


COPYRIGHT © 2005 BY DART AEROSPAGE USA, INC 
NT IS ANO TS SUPPLIED ON THE EXPRESS CONDON 
FOR ANY PURPOSE OR COPIED Ой COMMUMCATED TO ANKY ОТНЕМ PERSON 
WANTEN PERMIS SION FROM DART AEROSPACE USA, INC. 


DATE 


THAT ATS 
WITHOUT 


Dart Aerospace Ltd 
WORK ORDER CHANGES 


| | Approval | approval 
DATE | STEP PROCEDURE CHANGE | | By | Dae |a Che Eng/ | QC inspector 


Part No: PAR #: Fault Category: NCR: Yes Мо ПОЛЯ: Date: 
Cms A Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 
Description of NC Verification Approval Eh 
DATE | STEP Section A Initial Action Description Sign & Chief Eng | QC Eh 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMSQuality Assurance\approved QANCRWO RevE 


30.1 
DIST TO CENTER OF BEND 


— 


6.8+0.25 


13° ВЕЕ 


33.2 DISTANCE TO 
REF TANGENT POINT 


03391-1 CUTTING DETAIL D3391-011/-021 BENDING DETAIL 
{MAKE FROM 06013-047 SKIDTUBE MATERIAL) {MAKE FROM 03391-1) с 


23.750 20.031 3.3000 
REF 
23.750 


REF 


93.460 
0.025 
123.460 3,590031 23.750 
КЕЕ 93.460 P 
REF і | | 
AE |= 0.687000 142950 
B SECTION А-А SECTION B-B SECTION С-С \ в 
SCALE 2X SCALE 2X SCALE 2x 


ДЕ LEAS Е 
1011-11- 04 


DART AEROSPACE USA, INC 
KENT, WA 


CHECKED | KT DRAWINGNO. | REV. 1 


SHEET 3 OF 8 
SCALE 
NTs 


VIEW 2-2 
SCALE 2X 


АЖ 


DATE COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 
1 1 10 13 таз DOCUMENT 6 PRIVATE ANO CONFIDENTIAL AND С: SUPPLIED Он THE EXPRESS GONS:TAOM THAT IT IS 
. ` MOTTO BE USED FOR ANY PURPOSE OR COPED OR OOINUNICATED TO ANY OTER PERSON WITHOUT. 

WRITTEN PER2:S3:CN FROM DART AEROSPACE UZA, NC- 


Dart „Dart Aerospace Ltd 


WORK ONDER CHANGES 


Approval 
Prod Mar nspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


КЕС Corrective Action Section B 
Description of NC Verification | Approval | Approval 
DATE | STEP Sesion A Initial Action Description Sign & | Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date 


| NOTE: Date & initial all entries 


| H:\FFORMS\Quality Assurance\approved QA\NCRWO RevE 


4.000 
2.000 


2.79 


DRILL #4 (20.209) 
4PL 


DRILL THRU 21/64" (00.328) 


INSTALL D3670-4200 SPACER 
SEAL WITH MAGNOBOND 6398 
GRIND FLUSH 

PRIOR TO PAINTING 


DETAIL D 


D4095-051 
WEARSHOE 


9PL 20.640 
CSINK 20.438 х 45° 
(BOTH SIDES) DRILL 21 


20.000 
S ЕО. SPACES 
4.000 PITCH 


D3391-011 DRILLING DETAIL 


INSTALL 
AELS-1032-225 
AFTER FINISH 
10 PL 


D3391-011 ASSEMBLY DETAIL 
— дз ЫШАН 


D3391-011/-021 FWD TUBE ASSEMBLY PARTS LIST 
— M ÁSXEMBLEPARTS LUST. 


PART NUMBER 


DESCRIPTION 


D3391-011 


FWD TUBE ASSEMBLY 


D3391-021 


FWD TUBE ASSEMBLY 


D3401-041 TOW CAP 


D3670-4200 SPACER 


AN960C 10L 


(DISTANCE TO FWD 
SADDLE HOLE, REF) 


AN3C4A BOLT 
AN960C10L WASHER 


D3401-041 
TOW CAP 


SEAL WITH 
SIKAFLEX-241/-291 


DETAIL D 
SCALE 2X 


8.000 


DRILL #4 (20.209) 
4PL 


0.500 


DRILL THRU 21/64" (20.328) 
4PL 

СІМК 20.438 x 45° 

(BOTH SIDES) 


INSTALL D3670-4200 SPACER 
SEAL WITH MAGNOBOND 6398 
GRIND FLUSH 

PRIOR TO PAINTING 


4PL 


DETAIL D 


AN3C4A BOLT 
D3672-1 WASHER 


4PL 


04095-051 
WEARSHOE VAN 


A AN3C4A BOLT 


AN960C10L WASHER 


20.640 


DRILL 0.297 
10 PL 


(DISTANCE TO FWD 
SADDLE HOLE, REF) 


D3391-021 DRILLING DETAIL 


INSTALL 
AELS-1032-225 
AFTER FINISH ` 
10 PL 


AN960C10L WASHER 
03391-021 ASSEMBLY DETAIL 6PL 
— MM EAL 


RELEASE 
2011-1-06 L 


DART AEROSPACE USA, INC 


KENT, WA 
ІЗСІЗ | X lORAWNGNO. REV. | 
мғо appa | "M. 3391 SHEETAOF 8 


fapeaoven | yyy | me SCALE 


DE APPR. | ML. [412 FLOAT SKIDTUBE NTS 
DATE COPYRIGHT © 2005 BY DART AEROSPACE USA, INC б 
111013 | тете Eee 


Dart We Ltd | 


Арена | Approval 
ы QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
COS ы Disposition: QA: М/С Closed: Date: 


Corrective Action Section B 


NOTE: Date & initial all entries 


H:\fFFORMS\Quality Assurance\approved QANCRW O RevE 


DISTANCE TO 
` FWD END OF 
03389-1 WEB 

4.94 


Y 


3391-013 MID TUBE ASSEMBLY PARTS LIST 


x 


DETAIL J DRILL THRU 21/64" (20.328) 
SCALE 4X CSINK 20.438 X 45° (BOTH SIDES) 


INSTALL 
03681-1 SPACER 


cs] 
20.250 


SECTION G-G 


SCALE 5X 


REFER TO € - 
DETAIL J 


12 PL 


SECTION H-H 


SCALE 5X 


DRILL 20.297 


AFTER FINISH 
ТУР 


12 PL 


WELD INTO PLACE 
& GRIND FLUSH 
{BOTH ENDS) 


INSTALL AELS-1032-130 INSERT 


DETAIL Е 


8 PL 


3391-013 ASSEMBLY DETAIL 


REMOVE 0.030 


FROM TOP AND BOTTOM 


TO 3.610 


SECTION Х.Х 
SCALE 5X 


DESCRIPTION 


03391-013 MiD TUBE ASSEMBLY 


р2500-1-100 EXTRUSION 


D3389-1 WEB 


| WASHER 


АМ960С101. 


AN960C416L 7 | 


М527039С1-09 


D3391-013 MID TUBE ASSEMBLY 
1) MATERIAL: MAKE FROM D2500-1-100 EXTRUSION 
2) INSTALL 03389-1 WEB TO OUTER TUBE USING SIKAFLEX-241/-291 PER QSI 015 


3) WELDING: PER DART QSI 004 


DETAIL E 
SCALE NONE 


DRILL 20.301 


INSTALL ALS4-428-165 INSERT 
MS27039C4-08 SCREW 


03672-3 WASHER 
АМ960С4161 WASHER 
AFTER FINISH 

4PL 


SECTION L-L 


— 


SCALE 5X 


SECTION М-М 


REFER TO 
DETAIL K 


DISTANCE TO 
END OF WEB 
4.19 

REF 


DETAIL K 
SCALE 4X 


REMOVE 0.225 
FROM TOP AND BOTTOM 
TO 3.800 

(0.7 FROM BOTH ENDS) 


DRILL @0.297 SECTION Y-Y 
INSTALL AELS-1032-130 INSERT SCALE 5X 
М527039С1-09 SCREW 


03672-1 WASHER 
АМ960С101. WASHER 
AFTER FINISH 

4PL 


DRILL @0.250 
4PL 


SECTION LL-LL 
SCALE 5X 


[Ее [бт] DART AER 


DRAWN р : 
CHECKED 3 DRAWING NO. REV. i 


MFG een. | "MN | 03391 SHEETS OF 8 
fapeRoveo | AM тте SCALE 
[ОЕ АРРА |7 М 1412 FLOAT SKIDTUBE 


DATE > COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 
11.10.13 


OSPACE USA, INC 


KENT, WA 


тө DOCUMENT T; PRIVATE АМО COMFIIENT Ai, ANO Is SUPPLIED ON THE EXPRCXS COMRTRON THAT IT IS 
NOT TO BE USEO FOR ANY PURPOSE OR COPIED OR COMMISICATEO TO ANY OTHER PERSON WITHOUT 
WRITTEN PERMISSION FRON DART AEROSPACE USA, DIC. 


Dart Aerospace Ltd Vows 15 
w/o: WORK ORDER CHANGES 


š Approval 
Prod Mqr nspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B һы E 


NL. AN of NC 2. 
Еа өтер NL. AN A Initial Action Description Sign & һы C Chief E QC 2. 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QANCRWO RevE 


DISTANCE TO 


03681-1 SPACER 


023 М TUBE ASSEMBLY PARTS LIST 
DESCRIPTION 


МЮ TUBE ASSEMBLY 


20 | AELS-1032-130 


D3391-023 MID TUBE ASSEMBLY 

MATERIAL: MAKE FROM D2500-1-100 EXTRUSION 

INSTALL D3389-1 WEB TO OUTER TUBE USING SIKAFLEX-241/-291 PER QSI 015 
WELDING: PER DART QSI 004 


DRILL THRU 21/64" (20.328) 
CSINK 90.438 X 45° (BOTH SIDES) 


TYP 


5PL 


D3391-023 ASSEMBLY DETAIL 


WELD INTO PLACE 
& GRIND FLUSH 


DRILL 20.297 
INSTALL AELS-1032-130 INSERT 
AFTER FINISH 


REMOVE 0.030 
FROM TOP AND BOTTOM 


TO 3.610 


SECTION X-X 
SCALE 5X 


REMOVE 0.225 
FROM TOP AND BOTTOM 


(0.? FROM BOTH ENDS) 


ELEASE 


joesicn | "tM ^T DART AEROSPACE USA, INC 
DRAWN 

ea 
a [03391 
DNE KAN 


Be T 11. TE 13 


412 FLOAT SKIDTUBE 


ансо RIGHT © 2005 BY DART AEROSPACE USA, INC. 
COMO ТА, дә 1$ EUPPLIED OM THE Тасе CONDITION THATIT ES 
ИИ 
тесттен PERMIS DOM FROM DART AEROSPACE USA, 


Dart ы ца 


Approval 
Qty | Chief Eng/ Approval 
Prod Mar QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes Мо ПОЛ: Date: 


<a Disposition: QA: М/С Closed: Date: 


Corrective Action - Section B - Verification | Approval | Approval 
E Action Description Sign & Section C Chief Eng | QC Inspector 
Chief E Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMSQuality Assurance\approved QANCRWO RevE 


0.200 
REF 


VIEW BB-BB 
SCALE 4X 


23.500 3.300 
93.750 


0.000 
1526/5 555 


3.300 


REF 


SECTION AA-AA 
SCALE 6X 


SECTION N-N 


36.435 

TO TAPER 
MACHINE CONSTANT 
TAPER FROM 93.750 
TO 93.200 


DIST TO CENTER OF BEND 


88.93 


D3391-3 AFT DRILLING AND CUTTING DETAIL 
(MAKE FROM D6014-090 SKIDTUBE MATERIAL) 


00 — Боза 


Ее 03.750 


ВЕР 


N @3.750 


80.062 REF 


SECTION P-P 


SCALE 6X SCALE 6X 


DETAIL S 
SCALE 4X 


DETAIL V 


ЖС. 23.750 


REF 


SECTION О-О 


SCALE 6X 


APPROVED A 


CHAMFER 
30*X0.060 DEEP 


DRILL #4 (20.209) 
2PL 


DETAIL V 
SCALE 6X 


SECTION R-R 
SCALE 6X 


PLease 


ШШ -ti- 04 


DART AEROSPACE USA, INC 
KENT, WA 
REV. 
SHEET7 OF 8 
SCALE 
412 FLOAT SKIDTUBE NTS 


COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 
TAS COCUMENT If PAVATE Ам CONMDENTIN, AND 


Dart Aerospace Ltd | | 
W/O: | WORK ORDER CHANGES 
Approval 
Prod Mgr 


DATE | STEP Chief Eng / 


Part No: | РАН #: Fault Category: NCR: Yes Мо БОЛА: Date: 


Resolution: Disposition: QA: NIC Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


к | Corrective Action Section B UNE 
Description of NC - 2 — - Verification | Approval | Approval 
DATE | STEP Section A Action Description Sign & Section C Chief Eng QC Inspector 


Chief Eng Date 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QANCRWO RevE 


91 REF 
DISTANCE BETWEEN HOLE AND 
TANGENT POINT 


R30.0£2.0 


03391-015 BENDING AND DRILLING DETAIL 


(SEE CBORE DETAIL BELOW) 


3391-015 ASSEMBLY AND Е DETAIL 


(SEE TABLE) 


3391-015/.025 AFT TUBE ASSEMBLY PARTS LI: 


INSTALL D3670-4200 SPACER 

SEAL WITH MAGNOBOND 8398 
GRIND FLUSH 

PRIOR TO PAINTING 


D4095-049 
WEARPAD 


AN3C5A BOLT 
AN960C10L WASHER 
4PL 


PART NUMBER DESCRIPTION 
D3391-015 AFT TUBE ASSEMBLY 


03391-025 AFT TUBE ASSEMBLY 


52646 ГАРТ САР 
(03670-4200 SPACER 
03672-1 WASHER 


D4095-049 WEARPAD 


D4095-047 WEARPAD 


06014-090 


AFT TUBE 


AELS-1032-130 


INSERT 


AELS-1032-225 


AN3C4A BOLT 


АМЗС5А BOLT 


ANS60C10L WASHER 


СВОКЕ HOLES MARKED CB1-CB4 AS FOLLOWS AND 


INSTALL AELS-1032-XXX AFTER FINISH AS NOTED 


QTY CBORE 


PIN 


D3391-026 
8 


20.430 X 0.170 "AELS-1032228 


20.430 X 0.170 


AELS-1032-130 


NONE 


29.430 X 0.040 


AELS-1032-130 
AELS-1032-130 


9 EQ. SPACES 
4.000 PITCH 


DRILL THRU 21/64" (00.328) DRILL THRU 21/64" (20.328) 
4PL 
CSINK 90.438 X 45° 


(BOTH SIDES) 


ORILL 80.297 


CSINK 90.438 x 
22 PL SINK 20.438 X 45% 


DISTANCE BETWEEN HOLE AND 


— 537 TANGENT POINT 


D3391-025 BENDING AND DRILLING DETAIL 
(SEE CBORE DETAIL BELOW) 
INSTALL 03670-4200 SPACER 
SEAL WITH MAGNOBOND 5398 
GRIND FLUSH 
PRIOR TO PAINTING 


(NO CBORE) 


aa) 


AN960C10L же 
4 


АМ960С101. WASHER 


23391-025 ASSEMBLY AND CBORE DETAIL 


SIKAFLEX-241/-291 


CBORE @0.516 X 0.040 DEEP 
INSTALL ALS4-428-165 INSERT 


D3672-1 WASHER 
ANS60C10L WASHER 


FLEAS: 


PU aon -ft- 04 


oec БЕН БӨТ БЕН 
ues. "| 


SECTION СС-СС 


04095-047 
WEARPAD 
AN3C4A BOLT / \ 
AN960C10L WASHER 
4PL ` 
02646 АЕТ САР 


DETAIL, 
SCALE 4X 


e 


Dart Wo Ltd 


WORK ORDER CHANGES 


Approval | 
DATE | STEP PROCEDURE CHANGE By Chief Eng / r: 


Part No: PAR #: Fault Category: NCR: Yes Мо DQA: Date: 
7 ONM MEN E Disposition: QA: N/C Closed: Date: 


- N А 
Corrective Action - Section B 
Description of NC. Verification Approval | Approval 
Chief Eng Chief Eng Date 


ax 
« 
4a z | 
a * 
à 


NOTE: Date & initial al! entries 


H:VFORMS,_ Quality Assurance\approved QANCRWO RevE 


[4 


NO. 296 


AWS D17.1.2001 
QUALIFICATION TEST RECORD 


Name: 
Job number: 
Part number: 
Description: 
Welding Process: Ti [4^ Mig[ ] 
Base materiel: 

Current: АСУ DC[ ] 


TEST REQUIREMENTS AND RESULTS 


Visual: pass[ ЖАҢ ] 
Penetration: pass, fail[ ] 
"UNACCEPTABLE 

Cracks: pass, ащ ] 
Undercut: | passt/T а ] 
Pin holes: passt ҒАШ 1 
Overlap (cold lap) pass ҒАШ ] 
Porosity (surface): . pass[ fai ] 
Coloration: рды ҒАШ 1 


Qualifier 


Welder ef UN 


The above named individual is qualified in accordance with AWS D17.1.2001 to weld 


H:\FORMS'\Production\approved._prod.\Welding Coupon Rev.A d 


40; к Ж Date of Test Coupon, ZZ O<. =? 
| Date of Test Coupon. /2-026-О?- 


